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Work Order ID 83841 
Thursday, April 26, 2012 1:08:36 PM 


— 


C *RARA1* 


Page 1 


Item ID: 
Revision ID: 


. D407-667-105TRN Accept 


A *NonnoAo100* 


"Setup Start 


*NS1* 


Item Name: ` Crosstube Turning Detail T Stop * N Q 9 * 
Start Date: — 4/26/2012 ` Start Qty: 1.00 Cust Item ID: 6 

Required Date: 5/4/2012 ^ Req'd Qty: 1.00 Customer: | 

Reference: A ; 
— 2 zai, Ser TK 
Approvals: Process Plan: Date: LOPE Tooling: Date: 

` Sto 
QC: Date: SPC (Y/N): Date: P + N R 2 * 

Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty  ;Qty Number Stamp 
| Draw Nbr Revision Nbr | l 

| D407-667-145 Rev C 

100 l 0.00 i l 
*Ann* MORI SEIKI CNC LATHE LARGE / 

Mori Seiki Memo 0.00 . 


1-Fill tube with sand & install plugs DT8673 on both ends as per Folio FA249 


Mori Seiki CNC Lathe Large 


2-Turn first side as per Folio FA249 


3-Blend transition lines only, **do not sand whole tube**: 


47 < 
FOLIO REV: £ 

DWG REV: C 

*Use mill bastard fife, brush file repeatedly with fil 


*Do not use sandpaper coarser than 320 grit. 


Pg 
ear FR 


QC1- Inspect dimensions to dimension sheet 0.00 


Memo 0.00 ` 


emm C 
eg 


Pml 
les 


wo: TI | WORK ORDER CHANGES 5 
| Approval | approval 
DATE | STEP PROCEDURE CHANGE Qty | chief Eng/ | OC inspect 
Laa 7 : Prod Mgr Dp 


Part No: PAR i: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action ` Section B Approval 
QC Inspector 


NOTE: Date & initial all entries 


. HMFORMSiQuality Assurance\approved QANCRWO RevE 


PES 


Work Order ID 83841 * EE Page 2 
Thursday, April 26, 2012 1:08:36 PM RIRA 1 


“Item ID: SE Accept *N on O0nAOQ100* seu Start *NQ4* 


Revision ID: 


Item Name: Crosstube Turning Detail Stop * N S 73 * 
Start Date: — 4/26/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 5/4/2012 Req'd Qty: 1.00 *4* Customer: 
Reference: 
Run Start A * 
Approvals: Process Plan: Date: Tooling: — Date: $ N R 1 
top 
QC: Date: _ SPC (Y/N): l Date: * N R 9 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Pian Accept Reject Reject Insp. 
Work Center ID Description Run Hours ! Code Qty Qty Number Stamp 
120 0.00 
*4 2n* MORI SEIKI CNC LATHE LARGE / Ø 
Mori Seiki Memo 0.00 m =E 
Mori Seiki CNC Lathe Large 1-Turn second side as per Folio FA249 anml 


*Use mill bastard file, brush file repeatedly with file card. 
*Do not use sand r coarser than 320 grit. 

FOLIO REV: 

DWG REV: 

3-Remove sand and plugs 


2-Blend transition lines only, **do not sand whole tube**: I Q 


` 4-Scribe part # and batch # using vibrating stylus as per Dwg D206-667-145 
inside of Cuff(Do not engrave on outside of tube) 


130 QC1- inspect dimensions to dimension sheet 0.00 


*420* |l oe | 
Se Memo 0.00 
Quality Control GN vili / L 


. +: Dart Aérospace 


4 Approval 
Qty | Chief Eng / 
Prod Mgr 


ue 


Fault Category: | NCR: YSS Na DQA: Date: 
al Disposition: ea UM QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Action — Section B Approval 


j Chief Eng , Chief Eng $ 


U 
- 


Iun = 3 CIL Lë ry VER R EP Te EA AP dv ¿3 WQ GA r.a A "fa X WS i 
la Et Ae T SY a EH 
i i a Ka 
A : 
we ete ën cem Dove W ` 
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Work Order ID 83841 


*823841* — BEEN er 


Thursday, April 26, 2012 1:08:36 PM f M" e 

Wem ID: D407-667-105TRN Accept. ES f ! * ` Setup Start * AR 

Ge "^*NOO00040100 iu NSIŻ- 

Item Name:  Crosstube Turning Detail I E | Stop *N S JK S 

Start Date: 4/26/2012 . Start Qty: 1.00 *4* Cust Item ID: ^-^ ` ` l "udi OS 

Required Date: 5/4/2012 Req'd Qty: 1.00 *4* Customer: si i l . E 

Reference: B MODEL E 

Approvals: Process Plan: Date: — . Tooling: Date: ..~ ` G T A Le EA S Uo So 
QC: Date: SPC (Y/N): Date: -i esi 

Sequence ID/ Operation Set Up/— B | Tool ib Š - Tes “Plan, 

Work Center ID Description Run Hours: - Le rati. sod 

140 QCS- Inspect parts - second check 0:00.17 S l : 

*1A0* 

QC Memo 

Quality Control 

145 

*1AR* 

Crosstubes Memo QUE 

Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY; - 7 

150 Crosstubes Chemical Coriversion 0.00 

*4A(* 

HandFXtube Memo gh 0.00 


Hand Finishing Crosstubes 


Dart Aerospace Ltd 


| " Approval | approval 
DATE STEP - l l i Chief Eng / ac We 


Part No: PAR #: _ Fault Category: NCR: Yes No . DQA: Date: 
| Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B ES m Ñ 
Descri tion of NC Verification róval. Approval |. 
D E SE Initial | _ Action Description arpas Eng | QC Inspector; — 
Chief Eng | ^ Lc E. | Chief Eng Date E 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancelapproved QA\NCRWO RevE 


š E . sis E _ 
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Work Order ID 83841 


Thursday, April 26, 2012 1:08:36 PM 


*R38A1* 


Page4 


Item ID: D407-667-105TRN 


Accept 


*Nonnnan1nn* 


Quality Control 


Setup Start * * 
Revision ID: N S 1 
Item Name: Crosstube Turning Detail Stop * N S ») * 
Start Date: 4/26/2012 Start Qty: 1.00 ug * Cust Item ID: 
Required Date: 5/4/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start + k` 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Stop 

QC: Date: SPC (Y/N): Date: * N D 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 

` 160 QC7-Inspect Chemical Conversion Coat 0.00 i 
*4AN* J Z = Z; == J 
QC Memo 0.00 
` Quality Control 

170 0.00 
* 4 7 n* Packaging / Z 
Packaging Memo 0.00 d Ñ 
Packaging Identify and stock in Kanban rackLocation:L- b On 
180 . QC21- Final Inspection - Work Order Release 0.00 
*1an* Z. Lo H 
QC Memo 0.00 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


IO: | : 
j . Approval Appr I 
DATE | STEP PROCEDURE CHANGE Qty | chiergng; | APProva 
Prod Mar QC Inspector 


Part No: ; PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC Corrective Acton Seeing Verification | Approval | Approval 


Section A Section C Chief Eng QC Inspector 


TE: Date & initial all entries 


H:WFORMS\Quality Assurance\approved QANCRWO RevE 


D SA 


Picklist Print 
Thursday, April 26, 2012 1:08:41 PM 


Work Order ID: 83841 
Parent Item: D407-667-105TRN 


Parent Item Name: ` Crosstube Turning Detail 


*A3841* 
*D407-667-105TRN* 


Start Date: 4/26/2012 Required Date: 5/4/2012 
Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP Rev:a08.02.28 new issueEC 
IPP Rev B 08.04.02 Removed polish EC verified by: DD 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qtyon Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D6010-115 Manufactured No 110 Each 15.0000 1 1 
* * 
D6010-11^5 NX 

Crosstube Material 

Location Loc Oty Loc Code 

LG 15 f 

š — L— neu L Dei 


qw 


Dart WE Ltd 


WORK ORDER CHANGES 


E Approval 
DATE | STEP PROCEDURE CHANGE jy | date | ary cher et Eng / Aprova 
I nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: - Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B cri erification EA 


NL 2 of NC E 
mr mm NL 2 A Action Description cri C Chief EA OC E 
Chief Eng Chief Eng Date 


NOTE: pale &. initial all entries 


H: tvFonusouat Assurancevapproved QANCRWO RevE 


4 E 
e 


ENS ei 
A, 


| DART AEROSPACE LTD 


Work Order: 


Description: Crosstube Assemb! Part Number 
ee 
Inspection Dwg: D407-667-145 Rev: C Roa soe ap ods 


Inspection Sheet 


S à ` Toleran 
Drawing Dimension Se 


Actual Method of 
Accept | 
"2-2. JO 


*0.005/-0.000 
*0.005/-0.000 
*0.005/-0.000 
*0.005/-0.00 


1.878 
1.970 


o 


1.493 a 
*0.005/-0.000 
*0.005/-0.000 LIBI LL 


Sa 


499 TS | —_ un | CHE 
1 mos | woo Les | | [| AB > 
Ros | wooo |. DW de o 


| 1878 | 

| 1970 | 

| 2.030 | 

|. 21605 | 

ene EN 

pur 

| 0125 | 

| RO063 | 

| .RO50 | 
| ` RO063 |  *-0010 
| 4.438 L */-0.030 
Eno um UN BENE 
| 2240 X | :*0005-0000 | A.^ VO | 
*0.005/-0.000 BOtA eae | 
| 1878 | *0.005/-0.00 
| | 1970 | *0.005/-0.000 

| 2030 | 

| 2.165 | 

er 

Ee 

| 0125 | 

| R0063 | 

| RO500 | 

| — RO063 | 

| 4438 | 

| 11320 | 

oe C 


mc 
«000570000 | 1.5/2 5| — | 


*0.005/-0.000 


e 
d 


€ E 
SE 

^ ° 

y à Š 


«0010 |. [AS | ⁄— ° 

+70.010 

110010 

+/-0.010 | O) 
t 


+/-0.030 


+/-0.020 IIS .2O 


i 


be 
TER | 
prr 


IS 
wi-i— 
> 


Bee J 


Preliminary Approval: d et 
ate | 


[Rev | Date | g 
New Issue P/O D407-667-105 KRE | sd 
| | B | 06.03.09 | Dwg Rev updated (KIM | CY 
| Dwg Rev updated KJ ge 4 
| D [11.06.21 | Tolerance revised for 4.438 dimension 


t 


HAFORMS Quality Assurancelapproved QA\FAIB Rev B 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 


Approval 
| pare | | STEP | PROCEDURE CHANGE | CHANGE (By | Date | ay] Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: i . QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) | 


DATE “STEP Description of NC Corrective Acton. SEH 2 Verifićation Approval Approval 
| Section A - Section C Chief Eng | QC Inspector 


NOTE: Date & initial all entries 


‘HAfFORMS\Quality Assurance\approved QAINCRWO RevE 


Qty Part Number Description 
-145 B 
Em EENEG 


NAAA ai 
D407-667-145 CROSSTUBE ASSEMBLY (407 HIGH FWD) 
|o vp EE RA 


| 2 | 1 fosos |^ CROSSTUBE ` 
| 5 | 2 _ [D28911 SUPPORT 
[ 6 | 4  [pss95063395 — [RUBBERCUSHON — &h— .— l 
| 7 | 4  |Ms2192020 ^  ]|CLAMP(ORMS2192à2 1  — 1 | 
p 8 | i4 [mszoe0tADaw10 [RIVET(ORNAS9302B-410) — | 


lee 
AIR MAGNOBOND ROCKWELL SPECIFICATION RBO-120-023 
6398 ADHESIVE (TEXTRON/BELL SPEC. 299- 
El 947-100, TYPE ll, CLASS 2 ADHESIVE 


GENERAL NOTES: 


1) MATERIAL: MANUFACTURED FROM D6010-115 
FINISHED LENGTH = 113.20+0.020 
FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 42 
PAINT OUTSIDE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QS1018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES; 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER "D407-667- 145" AND BATCH NUMBER ON 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 17.8 lbs 
PART IS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 

10) BEND PROGRESSIVEL Y WITH A MINIMUM OF 6 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING IS 6% BASED ON O.D. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 

12) INSTALL D2891-1 SUPPORT USING 0.03” TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER 
QSI 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. . DEFECTS UP TO 0.005” MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


SHOP COPY 
RETURN TO 
ENGINEERING 


UNCONTROLLED COPY | DEO ATTACHED 


SUBJECT TO AMENDMENT 
WITHOUT NOTICE GEAR 


wl l ha 


ADV AL 


REVISE GENERAL NOTES/PART LIST (ZN 07-1); 08.11.06 
REORGANIZED VIEWS AND REFORMATTED DRAWING 

TO CURRENT-STANDARDS. 

D3595-063-385 WAS D2856-400-694 (ZN D6-2 & A5-2); 

REMOVED REF. 7 ADD TOLERANCES (ZN C6-3, C4-3, 

02-3); RELOCATED FLAG #6 (ZN A8-3) PER NCR 210; 

MOVED TURNING DETAIL & UPDATED TOLERANCE TO 

SHEET 4. 


ADD HOLES AND NUT PLATES FOR COMPATABILITY 05.07.26 
WITH BHT/AA SKUDTUBES 

NEW ISSUE 02.05.08 

aa DESCRIPTION 

[pesien | 4^ | 

[DRAWN | RF 

cHeckeD | “£ l 

MFG.APPR | ¿E | 


DATE 
08.11.06 KEE 


PEF32SSION FROM DART 


| Dart Aerospace Ltd - | 
WORK ORDER CHANGES | 


/O: 
L Approval | Approval 
Ñ DATE | STEP PROCEDURE CHANGE | By Qty | chietengs | ATL 

CN Prod Mgr postor 


Part No: PAR i: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B SSMA 
Description of NC l m Verification | Approval | Approval 
DATE | STEP SE Initial Action Description Sign & Chief Eng. | QC inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


D2891-1 SUPPORT 


DS: MS21920-20 CLAMP 


D3595-063-395 
Lë N [13 > RUBBER CUSHION 
BE», 4 PL, (UNDER CLAMP) 


87-2 A 


D2873-043 
NUT PLATE 


MS20601AD4W10 
RIVET, 4 PL 


D2873-045 
NUT PLATE 


MS20601AD4W10 
RIVET, 3 PL 


VIEW A-A: 
cr2 CUEF DETAIL 
SCALE 4X 


2PL 


4PL 


D407—667—505 


A D407-667-145 
ASSEMBLY DETAIL 


(VIEW LOOKING FWD) 
——— 
FWD 


MS21920-20 CLAMP REF 


D2891-1 SUPPORT REF 


A D3595-063-395 


RUBBER CUSHION - 
REF 22 
ps; SECTION B-B 
SCALE 5X 
5 4 


taw t. 615 
1.02.28 


KN UNDER REVIEW 


[34 E ELEASS” 


ceso DEU ATTACHED 


MS20601AD4W10 
RIVET, 4 PL 
B 
2873-045 
NUT PLATE 
90° 
MS20601AD4W10 X RET N 
RIVET, 3 PL 


VIEW C-C: 
c2-2 CUFF DETAIL 
SCALE 4X 


osen | 4 | DART AEROSPACE LTD 
- HAWKESBURY, ONTARIO, CANADA A 
[CHECKED ` |. 47 [DRAWING no. REV. C 
IMFG.APPR. | “(Z _. | D407-667-145 SHEET2 OF 4 
approved | ¿£ |E SCALE 


# | CROSSTUBE ASSV (407 HIGH FWD) ` vs 


DATE COPYRIGHT © 2002 BY DART AEROSPACE LTD 
08.11.06 mes DOCUMENT SPRIATEAO COENA, AND E SUP PUED ON TE EXPRESS COND TON na Iris 
a SERUUM COO O G E 
AS 
3 à 


2 1 


Dart Aerospace Ltd 


— 5 2 ORDER CHANGES 


Approval 
QC Inspector 


Part No: PAR 4: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
AN of NC Verification E E 
ES mm AN A Initial Action Description Sign & Section C Chief E ac E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRW O RevE 


PILOT 20.128 
C'SINK 20.225X100* 
3PL 


20.19 REF 


25.0020.13 (513mm) 


HOLE TO BE ALIGNED WITHIN 10.001 
OF HOLE ON OTHER SIDE OF CUFF 
2PL 


css DETAIL D 
SCALE 4X 
(VIEW LOOKING FWD) 


0.32320 005 

HOLE TO BE ALIGNED 
WITHIN 20,001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


CUFF DETAIL 
SCALE 4X 


R17.5£1.0 


/^ 16.49" REF 
(419mm) ALONG 
CENTERLINE 


19.92 
REF, (506mm) 
TO START OF BEND 


45.9420.13 
SEE DETAIL D 
08-3 

47.0020,13 


A 


94.0010.25 = 7 2PL 


D407-667-505 


1 
PILOT 0.128 UNDE EVIEW 
C'SINK @0.225X100° 
i 3PL 
Bea) oU 


1. 07.29 


FN 


SEE DETAIL H 00.3230005 
HOLE TO BE ALIGNED C 


WITHIN £0.001 OF HOLE 
ON OTHER SIDE OF CUFF cs DETAIL H 
SCALE 4X 


(VIEW LOOKING FWD) 


A BENDING AND DRILLING DETAIL 


(VIEW LOOKING FWD) 


0.3230 005 
HOLE TO BE ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE OF CUFF 


PILOT 20.128 


C'SINK 20.225X100* 
4PL 20.3232005 


HOLE TO BE ALIGNED 
WITHIN 10.001 OF HOLE 
ON OTHER SIDE OF CUFF 
3PL 


3 VIEW EE 
(VIEW LOOKING AFT, ROTATED) 


pa SECTION G-G 
SCALE 5X 


PILOT 20.128 
3PL C'SINK 20.225X100* 


AND 


4PL 
2.50020.005 


SE e 


3 


: 
90.3230 005 

HOLE TO BE ALIGNED 
WITHIN 40.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


823 VIEW K-K 
(VIEW LOOKING AFT, ROTATED) 


VIEW J-J: 
o3 CUFF DETAIL 


DART AEROSPACE LTD 


[DRAWN — | RF. | HAWKESBURY, ONTARIO, CANADA 
DRAWING NO. 

IMFG.APPR. | ¿2 |D407-667-145 SHEET3 OF 4 
fapproveD | 77467 | - SCALE 
JOEAPPR. ` | Æ- | CROSSTUBE ASS'Y (407 HIGH FWD) vs 


DATE COPYRIGHT ©2002 BY DART AEROSPACE LTD 
08 1 1 06 Tyas DOCUMENT IS PRIVATE 19€) CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS- 
RP MOT tO BE USED FOR AR PURPOSE OR COPIED OR COMMUNICATED TO ANT OTHER PERSON WITHOUT 
VARITTEN PERMEGSION FROM DART AEROSPACE LTD. 


REV. C 


B TIL P 7 A : DA c d CM LM ME 
DUE —— Ld | | TA NE: ed SE 


WORK ORDER CHANGES ^ 


! Set Approval | approval 
‘DATE SIRP PROCEDURE CHANGE. re ers Chet Eng! 


Part No: PAR #: Fault Category: NCR: Yes No DQA: — Date: 


Resolution: l Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


NOTE: Date & initial all entries 


-HMFORMS Quality Assurance\approved QA\NCRWO RevE 


SEE DETAIL L 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 


8.59810.030 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 


1970955 
224028 
1.865205 
1.878350 


—— 4.85910.030 


30* X 0.500 DEEP 
CHAMFER 


SEE DETAIL M 
844 ` 


DETAIL L: 
p74 CROSSTUBE CUFF 
NOT TO SCALE 


20.17740.030 


R100.0 TRANSITION 
_ BETWEEN TAPERED 


qg" 


SECTIONS 


^, 25.936%0.030 
F=—\ 38.798£0.030 


2.465205 
2.080205 
TAPER UNIFORMLY FROM 
[S > 2.165 0935 REF THROUGH TO 2.272 19095 REF 
RUNNING OFF PART 


A TURNING DETAIL 


T 


| 
1.865 REF | 


DETAIL M: 
864 CUFF TRANSITION 
NOT TO SCALE. 


41.34810.030 


Bara (C 6A 
109.26 


2.250 STOCK 
REF 


SEE DETAIL N 
B24 


2272 0098 


DETAIL N: 


24 IAPERRUN-OFF DEQ ATTACHED d 


RELEASED 


pesos Lë | DART AEROSPACE LTD 
DRAWN | RE, | HAWKESBURY, ONTARIO, CANADA 
fcHeckeD | g DRAWING NO, REV. C 
IMFG.APPR. | ZS „n |D407-687-145 SHEET4 OF 4 


[areroveo | 2 |e es 
IDEAPPR | A |CROSSTUBE ASSY (407 HIGH FWD) 


COPYRIGHT © 2002 BY DART AEROSPACE LTD. 
DATE 08 11.06 EE 
E d 3 WRITTEN PERMISSION | AEROEPAZE 11 


Dart Aerospace Ltd 
w/o: 


| DATE | PROCEDURE CHANGE ADS 


Part No: PAR +: Fault Category: NCR: Yes No DOA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


d NOTE: Date & initial all entries 


HMFORMSwQuality Assurance\approved QA\NCRWO RevE 


— 


DRAWING NO. [TITLE REV.C| DART AEROSPACELTD |D-E.0.nNO. SHEET NO. 
D407-667-145 | CROSSTUBE ASS'Y (407 HIGH FWD) ENGINEERING ORDER D407-667-145-C-1 SHEET 1 OF 1 NTS 
DATE 11.07.15 [re — Jjr27. ZS [pare VI fl- pate JSL 


PURPOSE: 
REPLACE MAGNOBOND WITH PROSEAL. 


CHANGE: 


IS: 

mium >= — 
-146 

— Lp a 


PEN 
[| 9 | AR | PROSEAL 890 B-2 SEALANT, AMS-S-8802 CLASS B-2 


was: 
—8——8———8—8 r—yn 
AR | MAGNOBOND 6398 "ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 0 
TYPE I. CLASS 2 ADHESIVE d 


NOTE 12 & 15, SHEET 118 AMENDED AS FOLLOWS: 


IS: 
12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04" TO 0.07" 


THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890.SEALANT HAS CURED FOR 72 HOURS. 


WAS: 
12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06” THICK LAYER OF MAGNOBOND 6398 PER QS! 015. 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


H 


ont — Ltd e 


WORK ORDER CHANGES 


AN 


Approval, 
Chief Eng / Ne 
Prod Mgr. 


PROCEDURE CHANGE = 


ç ` Part No: PAR #: Fault Category: | NCR: Yes No DQA: Date: 
"Om : Disposition: QA: N/C Closed: _ . Date: 
WORK ORDER NON-CONFORMANCE dere 


Corrective Action Section B 
Description of NC - — |’ Verification | Approval | Approval.- 
DATE STEP Cee A Initial Action Description Sign à K Section C oie Eng ac Inspector | Ba 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries = v 
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